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(57)Abstract 

PROBLEM TO BE SOLVED: To obtain a molding having good 
appearance without generating an uneven wall thickness part or the 
like by simply and certainly allowing the surface part of the terminal of 
a molding material to follow a mold surface part having an undercut 
shape even if the angle of inclination of the undercut shape of a 
desired terminal part is large to perfectly perform the duplication of 
the mold surface. 

SOLUTION: At the time of closing of a movable mold 31, a part of a 
fixed mold 21 is moved from the outside of its terminal mold part to 
the inside thereof to be bent toward its rear surface so that the 
cut-off parts formed at a terminal part 11 and a rear surface part 12 
of a molding material 10 become an undercut shape. Further, a 
pressing projection 51 provided at the movable mold 31 is obliquely 
advanced from the vicinity of a base part 1 3a of the cut-off part of 
the molding material 10 to the part becoming a bent base part 15 on 
the surface side 14 of the molding material 10 to press the molding 
material 10 to mold the same and, thereafter, the pressing projection 
51 is pulled out of the terminal part 11 of the molding material 10 at 
the time of opening of the movable mold 31. 
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[4#llFlt*W«ffl] 

B«>Ut, «*-/u#«-O«I»tt«rBJEa!J8J:0^r«ia! 
<&fiffi«-e*-/i'*W©BB«'^B* StfTBfWBtti;: 

W«)^a5^Tvy-*y hflgfttftS £ pKBBB^B 10 
*-/i'*#ro«B«©*»ttifijJ»&*-A'*«-*BB«) 
BWfcJfffiU ffiE«rtt£o£!M*l*£>nE£ 

B**-***r«>»*»a»e>*< z.b*<mt-rz*- 

[»*«2] Bffi#B£WfcBB£ft*0*MMfcSftfc 
*-/Httf«>**» <4*g A $ ft 5 BfCe'NfcftftBStt * 
WU, *»->t«>-»!i**?W KS»*SftTWE**i* 
WmXT^f—tiv h»«toS!ffi»*r«*-*-5J: 5fc 20 
SftfcBJggi, MEB^oMsfcttgSHKttASft 
•fcAtFE* - ABW©»*tt * 7 u * 5 *!®W t * 

ft(E@/6ScD*7^ KSBttB*?^ KSB48J:tfMB 

rtB** Kww 5 «t 5 £ ft, 

SBBKiSUt-CBftU **oBHNMET^-*y h» 30 
fltoSBBK: AiTT»*fciWBi-3 i 5 fc«»t bft-tv^ 

[BB©B*4RW] 

10 0 0 1 ] 

*Ktt §»*©{*» • SEBffl*-^^ V:/<DJS*iDI 
[00021 

OT*<fcffl!lffi© KTD f , D r KT©MHK:# 40 

£fc*{fcWffi©3£fifisfc#fc-t ; e-/U'r4 y^Mi, M2 

&9L<)ttttt>tlX\->&. lO^-^-fy^Ml, M2 

9, M£©ft£K«J»L-C/HV*fefta. 
[000 3] liUE*-/^ V^fc L"Ci¥ttUiHBfi.«:W 

asj§A»ofc9, 3feofc«JWB^Itiai-*fcv^5ft^ttfl5 

wh*»*>*. -tc-c-, wb*-/^ w ^^m i <nt&mu 50 
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M 1 a 14, 015 <D®£rZ X'^-tU^<omilSmX'hi 
m 1 6 i 5 fc, BE±-«Wfett©BJ**»b.- 
SBM1 aC*IMl bB^Jffi^^ffiUfcV^^57> 

hJBRlctt-klffeft-C^S. 
[0 0 0 4] 

©B*»Sr»fB»ttK*»i-5*ai: LT, Bl 7K* 
i-iSfttof^w^^tf^JBSft-C^S. *-f, 01 
7 co (A) B©J:5fc, fftjfffifiSffiaotiMW 
KB*4*t«WtBB»R*#*-6*-A*»i 0 ow 
3g*gB 1 0 1 *ffigB 1 0 2 *B£ttR:til£ UT^I^gS 1 

0 3«r»*U HfFESJ&SB 1 0 3«tBlft$iifc3KB3ts 

sb i o i imtmfc\,xmiE£. 1 1 o©ffi*$^spB 1 

6. tUt, 111 7© (B) Bfcv*L (D) ^iC/TrtJ: 

5 cmta 1 1 5Sr#»usBftur«Fia*B*»i o 1 

coSII&gB 1 0 3 £gffigB 1 0 2 ffiH^® ft S*T0f 3£»R 
K/l'^lftWS. flfJES^fecogg, BEB££l 10 
©-BTfc**?* HSWl l 3a*K*?-f KSftl 1 
3*3J:tfinrE*Tf!i£l l 5lc^44xfc«»tfvi 1 6 (r 
*oTME«*riS»Sl»l 1 l«>ft4W>g>i*lB#A'^ 
ftUT, WE*— 0 Oco^giJl 0 3SrTy^ 
-* y HW)t t ft 5 «fc 5 lc*—***f©BBB^B* $ 
*fi w £ 1- J; 9 , 1 0 0 coffi^SB 101M 

tc^e-^mU 1 O 0©&§iJ&#©tt*fflLgB&35*U & 
tt*WL» 1 0 4 f*JK£tt«K h V § y h Sft, 

[0005] l^u, mm-fisxi&MKhoxiz. *- 

/w**tl 0 0coig*gi51 0 1BBS51 0 2 5r«)^tTS 
BBslcB 1 0 1 Sr^Dfi^b^-frS 1 1 tic, B£l!i l 

oco^7-f mm 1 3©#»iri9BE*-A**ri 

OOco^J^gBl 1 3 5:Sffiffl!l— ffift^it^r tlr j;o 
T, *-^»Wl 0 0co^ttSrS5»TB^l 1 Oco 
Bst^aBl l lwSJffil 1 2iriit*tg< 

y (B18#B) ^^-efcStt, A* 
6SKfi*—A'Btt- 1 0 0 <DW.%.1fi 5 mmUA±cr)»g-efI 
EBftftKy^lO 0 U±<DkZ\Z\t. 
BW l o o coig^gu ioi«lno ©igjfojjTO 

1 1 1IS1 1 2\z?££\z.i&&UZ<\,*Zb1fi£.Zg, 
\\ /i-lti o 0 7)st<oSffi»bAo?lft$n 
TVN5»^|c|±, BEMjtciftBSBl 1 lB-e*>**- 
/u**tl 0 OcoSS^gBl 0 l*BBl 0 5^BBSB1 0 
2J:9«««5ttv^4:<>*>oT, B 1 8IE*1-J: 
*-*«ti oo*^^»3ferit»a»i UI911 
2lciise-fr-f>:^gBl 0 6=Sr^Cfc9. ^rtBiliv^ 

ti^xhmm^mmui 1 icossi 1 2*$*-^* 

ttlOO iCB^lSBV^Hi". iPItOT-AJ'^ 
*!p D pco^att^a/,c jpixi t \ ^ fcBB^*>ofc 0 

[0006] ratfetoraH&Ba-rafcfcK, Bi9ic 
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^■ti:o\^. 3 5, 1 5 5WM13 6, 1 

5 6KBJ£S!l 3 0. 1 5 0©S*fiJBES»l 3 1, 1 

5 KOT^y-ty bnm<ommui 3 2, 152K15] 
ttrsf^gx (Stride- ^y^y^m&tDT^^-^ 

JfEHig 1 3 7, 1 5 7 *K»t , KSBflcgi}? E£jg l 

3 7, 1 5 7&T5rfjS<9SffigU 3 6, 15 6£fcfcfc 
*-^l#1 2 0, 1 40©Sg*gBl 2 1, 14 1II 
HB122, i 4 2KSafc»U+rt5ri:KJ:o-C. K 
*-^i#1 2 0, 1 4 0©3fcfcgBl 2 1, 1 4 1 £SU 1 
SSiS^^aaj 1 3 1 , 15 1SSSB1 3 2, 1 5 2(c 
iift£-fr5#ifo}St!2l$*l-tV5. /«c*3, 019© 

(A) HdttltSttjBE&IS 1 3 7 I4pT«iS 1 3 5 ©S® 
SB l 3 6 K— fcttfcKtf feix, 'sriiiS 1 3 5 ©SM#B# 
fc*-A**J- 1 2 0 Wig^gitl 2 lgffigBl 2 2*>bS 
Bt-a^nSiplr^oTfe!?, -2r, @19© (B) 
0£*5tt-3l¥flE£jgl 5 714, nTftSl 5 5©§!EgU 

n#i 4 o©sg*aji 4 i ommm 4 zidstj^jxa 

i5l-*oT^5 0 2 
[0 0 0 7] b^L**Sf>, ±IE*jSfeT*tt, «*4Lfcj? 
/E^?ei 3 7, : 1 5 714, plftg/wMffigPl 3 6, 15 
6it{,t*-/^1 2 0, 1 4 0Wli(C«LII 
l-T^UT* t£ag*351 2 1, 1 4 l©«ffig|5l 2 2, 
1 4 2SrSii:(;.ifffii-5fcJi), ^©}fEE3i;gl 3 7, 1 
5 7fcJ:*Jf£E*tt, JfffJSfii 3 7. 1 5 7 iSftfe-f 
5«jfcSl512 1, 1 4 l©Jf^Sr»<-f Solvit UT 
/av^ft-SriKft-S,, *©£*, *-/^*tl20, 
1 4 0©fl85fcgjjfc*5»t5&ffi85l 2 3, 1 4 3fflJcDJSft 

1 2 4 , 1-4 4tt££T\ SfIfS}f£E^fi 13 7, 1 * 
5 7K43*FJE;^\RI41\ Kffi*gB^ffig)51 2 3, 1 

4 SSrilfETV'y-^-y h^tf©SffiSSl 3 2, 152 

So 

[0 0 0 8] Hi 9© (A) 0©#JEE3&gl 3 7 

(4, ryy-*y Wt#i<DWm%bl 3 2fcHHtT«HU 
T"IS»l!l 3 5fcHtt&fcKlJfeit-0*3«>-e, WIE« 
£4:ftl£xt;i4oTf4^»i§!i 3 soSM^^Wffit'tc 
5$©iaJH#*>$, ^bf-. 019© (B) 0©}¥JBE^ 
jg 1 5 7 (4, S?K«)Nf^^, "IftS 1 5 5 ^(DYslHU 4( 

(imB) 1 5 8«r^ttTlHlteL4;5i:-r5^F^ 

*x^*t?*)5»*|r|4«riajfffij6jBl 5 7lcfftBf5 
t)F li*fcfc?>, ^JfffiHigl 5 7^«r«ifil 5 5^fc 

[0 0 0 9] 

I*W^»»UJ:5i:-#-4HW] tZX\ r©«W(4W 
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^££C5rt/jK^te©&V^-->'i-r^ 

4 w t * 5 ***ox*ife*s 4 if mm *mm-r& t> <o 

[00 10] 

lt, iftiE»rigi>ro£H*>*K:« rwrtEB*a«>-tf*-t 

[00 11] Sfc, §t#J£2©?§!J3t4, XaB#tt#ft£ 

sSBi **tTWE«5feja»s!a-er->^-* h^«© 

StriS^ftS!<DSffiKf4*©H£!f$K$5fc 
SB©«]^gB©S^ftiaS:if BE§!ae«t|WEr V*" 

^w^;»4t,nTv^5 ztzmmk-rz^-sv^j ^^©« 

5feftDX^BI^5. 
[0012] 

jna5«i*»e>*fcftaeB, 02 ttHsafc«tisrt« 

**t©4S*S5Sr*D»VXl»5^ffi^-t-»rffi0, 0314 
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-%W)m<DWfflibm<Dy)M*vTmm®. 0 5 
\z&\fz^mm<Dmfflfr%T&f**-tmmm. me am 

mm, 01 2i±ftb.ronis^j^*3(t^»m^fisr^-rf4m 10 
0, mi 3iiiai 2<nmi&m\cj:'9mbtiz*-jU7>j 
i/y<D®i£Uimmwfrbn.tcn&m, 0i4i4$c>ic 

lOO 13] *1\ i^flCt-^f'f "s?<r>wm 

ttmizR\ l ^MT.mw<o--m\^\ l *x®.wtz. 03 

ft V » L0 7 fc*+*X8B 2 011 Sa5»0'ffl£ftlc& 
S£h-C***fcLfc*-A*H-l 0 038*^1 1 £T 

i?r«S!3im. H*Lftvv/u*8»cJ:»>BJffl 20 

10 0 14] @SM2 114, **S!«2 2iX9-f Kffl 
gS2 4tSr«fi5„ WE*»H«2 218*^9^ Kfi 
A 2 4 IC 4 9 MMfc&Wi® 2 7 0Mftft $ ft, &«*J*I* 
Stt2 7-CH:, *{*Stt2 20>fiffitt2 3&X?-f KS 
g|52 4Wl!ffiSP2 5 fclC49, Tyy-AyhiW©! 
iB»2 8*s*J«*ftTV>4. fltrfS^7-r KS»2 4Wfi 

ffigp 2 5 ii, msm^aamu 2 7 ©asn 2 8 s 

5fcW»A*w (0 3#if) -ew»L-c»**ft-o* 30 
5. fltris^T-f Kfi»2 4i*, «^?>f Kan 

2 4*54tMi!)§!3 lMfc^&SftfcftHtflM 5KJ: 

9, Mc^rnss 1 ^{R»«izitc«3isittKBat2 7 

ro^ffil^P>rtfi9*(Bj I (B4#M) lCj?r£ggita (05 

14, iwa«*4-trv4 5tt. 51111311:1^ ^e<o 

5fc8ffl4 6*«SIHaW*©W1^3 i©T*lcflM,**5^ 
KS»2 4«5*«aE2 6t^»i"5Ct^J:*)^7W K 
an 2 4 Sr^ia^PP I *Kd'v|iMH-5 J: 

we*?* Kan 24 t*#an 22 mic^&s 40 
»a 3 1 <o±%-m\zx u Kan 2 a amM^mmu 2 

ftoTv^-5 . ft*;, colBtWicasv^-c 

14, wiE* 7 -y Kan 24 ©asn 25 «s«ti 
30° icgjjt^ft, utrre*7-r Kan24^tti-5E 

figa <*?W KS) I13mmlc:^$ft5„ 

[0015] TTi&a3 in, wia@)ta2 

an 2 7 rtlc&A$ftfc*-/HfMsi- 1 0©«*flil l fr 

asm 2«*>bffffii"Sfc*oaffi3 2£*ru &a 50 
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®3 2K14, mm^mzmm^ui lmmm 2<o® 

^n 1 3 ©SBt#jS 1 3 a SrjfJE-t-5fc»Ojf£ESeiB5 

1 tmts.^M^mmu2 7<DT^y-# y hmvomw 

«2 8IC|*Jtf"C«*»U JJ^HSWlCntlBT^-j&y 

h^roasn 2 8 »cr6j ftx&wzmtim-rz 4 0 icait 

bft-CV*3. 

[0016] mwm^m&fl Esufi 5 1 frTistr-* v 

hmftoWmU 2 8 iciSnt-CfU&lci&aw-* 4 5 KT 5 
fcfc, CWUlfiCTT-tt, SMOTHS3 l*J&17*oyy- 
3 3 t -t WTiOl 2 7*n y ^ 4 0 & lcSiJft5#«a 4 b 
TfcjfcU ^2 7'n.>^4 0(DTffi^5Ilba3 lCDM 

sn3 2iftoxv^. me^tuss is, wa^ica 
sn 3 2A**-**tti orogffiiraft-rs^T-wm, 

0 3 fc4tf04 1^1-45 left 1 7*35,* 3 3 tft27* 
b •;/ 7 4 0 a'jffJHg* g 1 ©«tW«r# L TBtft, itUEW 

nas irosiai3 2*»*-a*wi o <ommz%% l 

fc&IC|4, 0 5 *54 0 6 iC^-f-J; 9 1 y ^ 3 
3tf%27ny? 40tC»UTI^LTjfi«L, Ha^T 
^IEI4^ 1 7*b y ^ 3 3 t m 2 -7u y 4 0 
J:5fc«dE$ft*. iKESl^n-^3 3±Stc 
*ftfc»ftDD» 3 4 K)4flJE2?jg 5 1 ©i^n 5 2 

^£g$ft, wssi#Dsn3 4roiSEtma^$nfc 

N P 3 5 t P 3 5 «*e>Xa U-Cm 2 ^b y 4 0 «C 

««UTjra»j«*ftfciitta4 1 tic, #a=£ig5 1 

<Offffitt5 3*JflWfc6ftlCE«*ftT^5. 0*W«F# 
3 6 liffifBJf EHie 5 1 <755tl^n 5 2 SrSt^BOn 3 4 rt 

-cg»iprtgic«^-f-5fc*wjf$^n«-, 3 7i4^iy 

oy^ 3 3lC»L-C*27'ny^40iS»iEL<a»-#-5 
i5»ci-Sfc*lc»iyny^3 3lcKtte>ftfcif>f K 
n*t, 3 8l4Brfta3 1©Hlffl*lClttlE»iyny^3 
3*rfftf£2^nyy4 0A»t>8tft5J:5lc-r5fc*lc 

K 1 ^ B y 3 3 t ft 2 7 B y ^ 4 0 «K:R»t feft fc* 
39li|IE^!l^38t|[l^ny^3 

3 *J 4 tfft 2 7* B y ? 4 0 ICS •? ftlt 5 fc«)<05R/u' h , 

4 2 I4SiIE^^ Knit 3 7 <Ofc#» 2 7* n y ^ 4 0 1» 
*4ftfc<fW KAtr«i~. 

[0 0 17] Sfc, r.O^life^jT-14, 09 4 9§SIES 
«?^ft^4 9ic, (3EJfiE^fi5 i©3£f*»5 2l4¥ffi 

«^»r^j5S;$ft, iwr, jf BEn 5 3 Htirsya* n 5 2 <o 

Tffi5 2a*»fe3f**aEv«ltUT»«*ftt:v^ 0 ft 
*3, m&&J£US 3©««4^Svl4, *-/U**t*i9 

«miciftE«*^^an2 7 wasn 2 8 irii^$*5 

fc*lci4fltlE^7>f K£tt2 4 0SSA2 5<DMm^S. 
wiHC<W4t80*a*U'. SfclC, WEJfEEn 

5 3©»5 4 (^a^7^icniibS3 i©affin3 

2*»fe9gU1-sn^) l4*Bfffi«JB^I^^$ft, ^$fe 

ssn5 4c<ai£, ■fftb'feBrjbffls iaffi»3 2*»b3is 

UJi-5»* b 14, miML9>*-A&4 v?&&<n&mz 

mm^ c/t 9 hi v «attfts«tKfi ux^stt^aft 

^ftftv^4 5lc*-/U5!lttl 0©JEMfcteJ:u:*#$#fc 
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10 0 18] &*3 % WIESl7'n J , ; 5'3 3i:^27'n S / 
* 4 Offl<Dffiffl<D$£.ms 1 l*StII2ffffi^fi5 1 (DftlEU 
5 35fe«gi55 40gi$b irl^Ci>5v>ii^J;i5^ :r P^ 

y£ 3 3<OS^Qfl»3 4fc*S»t*ifflE£je5 1 <03d$gB 

5 2<Dfg®mm&£vm&m l-fny? s-somss 
i-*j»t5JfE^fi5 1 oft jess s 3 (ommsm. -i-t£t> 

3 3£#r5ti#ft&tt"Tftgg|tg 2#il:£Rj££Ji 

t6i*«ory^-*y h)IKonMKw»3 0 a 
t-t-5C(730iJ^t5V>T»4, StFiEjf JE£jg 5 lOftWMs 
4©&£bli3. 4mm, ti&Mffl! 5 4 4>J** c I* 3 . 

0 mm, ftJf2SS l^D7^33if 27'oy^40 Rfl© 
ilWOSlgll44. 0mm, tttgjf JESfefi 5 1 cd£# 
»52 0»l^oy^33 tr^-f 5ft*tfc>#» bIHBES! 
g2J43. OmmfcRjfciSiT,*,, 

[00 19] 5*»fiKti-Sr iCiot, HU 
*Jit/[gl5l^1- < J; ^S&S3 l©Sffl#Bf(;:*5V> 
T, ^T»S3 l.^*SrTI*S*Ttt^r»S3 l«5S!ffi3 

S3 l£fr*T*§-tm«, Dfre« 1 s/^ 3 3tf* 

2 7ny*4 0te#LTfc*tttfcTI**3fiL, *ftfc# 
oT, WIEi¥JBE^e5 KOS^SBS 2^mi^os/^3 
3 OfctttSgB 34^^ SfJfEffi*jES^a 2 7 Ortfta* 

5 l©*¥flE&5 3;4^2^Py?4 0©^iJ?l4 lKffi 
oTffl»U "IBS 3 1©SE3 2^tfj§E$5fc£^S 

tsfctb-t-i. <fcs, 07ir^-r«t ptr, ^»S3i©s 

BS3 U4fJl2^^y>/3 8cO#^!rJ;i?MO<mi 
:/ny*3 3©TiIW»&W2:/By*4 0ji«lt*t, -t*t 
IC#c fllEif BE^jg 5 1 <DXW& 5 2*ll7'By 
^33 (D&fl-GQgB 3 4 ft £81 1 7 n y t 3 3 \Z.% LT^S 
»ttfc*HE*85fc«»a»2 7 rtfg;*rfi| I \Z.'& 

>ILTSK#iiijcD<£girjil3<t ttfc, tfJlE}¥flES&g5 
l©jfEEg!3 5 3tf'&ikl,T%2 7tiy? 40<nmmK4 • 

1 Al^lo&tfo 

[0 0 2 0] »Clr, flHIEiOI^fi2 0£fflV>Tff*5 % 

JM*3r jfcft $ * flFHiriS»fi«M» & * * 
*tf 1 0 fcftfl: L . 1 0 ©iS&jfcgB 1 1 <om 

EMI 2«*r»f**»^WK«HfctT, fltttKtttttt 1 

3 Sr0j*-T5. £ roti&l&g? 1 3 ©Jgfifett, 1 
OOffijfcg&l 1 Sr^u^fife^«ttc:SEfl)^JB*Ug<1- 
Sfcfc, Joi^fitFiEffi^giil -fife* £ 
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ICfcSilS. 4l4*-;u*«-l OcDifefegHl \ <n 

(SEBM) fcjs, Z<D®&Ui 3<Ofc 

[ 0 0 2 1 ] ftommmu 1 2 ic«ibmb 1 3 

^SESfl 2«*»e>fc-^-^©lP«l**HteJ:o-CiO 
HMMbU WIEMcBSB 1 2^±ifii^t/j:5J:pfrLTAp 

Xgg 2 0 OH5e^ 2 1 <D«5fe^i)g|5 2 7 
U H3 4lr*LH7fc:aH\fc.5fc, "T1S3 1 £TP$£ 
*Tii*Lykx«f5. fc*>\ fflEAliHWHt 
@5tS2 1 &5V>I4«T»S3 1 KRttS^LT. 

*«■ i o <o«*s5 1 1 £@^s 2 1 © wtmafsm 2 7 
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* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] After excising partially the terminal section rear-face section of a mall material which has 
a predetermined cross-section configuration, carrying out heating softening of the terminal section 
concerned and introducing into the terminal die circles of a cover half, it moves and carries out 
[ mold closure ] of the ejector half. It faces that make the excision section of this mall material 
crooked to the rear-face side of a mall material in the mold face section of a cover half and an 
ejector half, and it carries out press forming to a necessary configuration. While making it crooked to 
a rear-face side at the mold closure time of said ejector half so that said a part of cover half may 
move in the direction of the inside from the outside of the terminal die section and it may serve as 
an undercut configuration in the excision section of said mall material Advance aslant the press 
projection prepared in said ejector half towards the part which serves as a crookedness base by the 
side of a mall material front face from near the base of the excision section of said mall material, 
and the mall material concerned is pressed. Then, the terminal processing approach of molding 
characterized by extracting a press projection from the terminal section of a mall material at the 
time of the mold aperture of said ejector half. 

[Claim 2] The cover half it is made to have said terminal die sections the mold face section of an 
undercut configuration consist of, having [ cover half ] the predetermined terminal die section into 
which the terminal section of the mall material by which the rear face was excised partially and 
heating softening was carried out is introduced, and the part being used [ cover half ] as the slide 
mold section, The ejector half which carries out press forming of the terminal section of said mall 
material introduced into the terminal die section of said cover half is included. The slide mold 
section of said cover half is constituted so that the slide mold section concerned may move in the 
direction of the inside from the outside of the terminal die section at the mold closure time of said 
ejector half by the inclination pin which intervened between this slide mold section and said ejector 
half. In the mold face of said ejector half, the press projection which presses near the base of the 
excision section of the terminal section inclines towards the mold face section of said undercut 
configuration at the time of the closed mold. And terminal processing equipment of molding 
characterized by being prepared so that it may move forward aslant towards the mold face section 
of an undercut configuration at the time of a closed mold. 



[Translation done.] 
* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 
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1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the terminal processing approach and processing 

equipment of molding, especially molding for protection / ornament of an automobile. 

[0002] 

[Description of the Prior Art] For example, as shown in drawing 15 , it follows on closing motion of a 
door, and also it prevents damaging a car-body side face by contact on a body into the door Df of 
the car-body side face of Automobile C, and Dr part, and it serves also as the ornament of a car- 
body side face into them, and molding M1 and M2 is attached in them. These molding M1 and M2 is 
made from plastics, consists of long extrusion-molding articles, such as an elasticity vinyl chloride 
with moderate resiliency and flexibility, etc., and is cut and used for predetermined die length. 
[0003] When the mall material which cut the extrusion-molding article as said molding is used as it 
is, there is a problem of the safety that the appearance of a cutting plane is bad or the sharp 
cutting plane is exposed. Then, as shown in drawing 1 6 which is the cross-sectional view of the part 
shown with the sign Z of drawing 15 t the so-called undercut configuration which the surface M1b 
side of terminal section M1a projected in the shape of eaves is made to terminal section M1a of the 
before side molding M1 from a viewpoint of a design top or safety. 

[0004] Thus, as a means to fabricate the terminal section of molding of a predetermined cross- 
section configuration in a necessary configuration, hot press shaping as shows drawin g 1 7 is used 
abundantly. First, as shown in the (A) Fig. of drawing 1 7 R> 7, beforehand, by extrusion molding etc., 
heating softening of the terminal section 101 concerned in which the terminal section 101 flesh-side 
surface part 102 of the mall material 100 which has the predetermined cross-section configuration 
formed continuously was excised partially, the excision section 103 was formed in, and said excision 
section 103 was formed is carried out, and it introduces in the terminal die section 111 of a cover 
half 1 10. Signs H are heating means, such as a heater. And as shown in the (B) Fig. of drawing 1 7 
thru/or the (D) Fig., it moves and carries out [ mold closure ] of the ejector half 1 15, and the 
excision section 103 of said terminal section 101 is made crooked to the flesh-side surface part 102 
side, and press forming is carried out to a predetermined configuration, the terminal section 101 of 
the mall material 100 be fabricate by move in the direction of the inside from the outside of said 
terminal die section 1 1 1 by the inclination pin 1 1 6 which the slide mold section 1 1 3 which be said a 
part of cover half 1 10 minded [ this slide mold section 1 13 and / said / 1 15 ] , and make the 
excision section 103 of said mall material 100 crook to the rear face side of a mall material so that it 
may become an undercut configuration in the case of eye said mold closure . The sign 104 of 
illustration shows the flash section of the surplus part of the mall material 100 which remained on 
the occasion of press forming, the trimming cut of this flash section 104 is carried out after 
unmolding etc., and a molding product is obtained. 

[0005] However, if it is in said press forming, while excising the terminal section 101 flesh-side 
surface part 102 of the mall material 100 and carrying out heating softening of the terminal section 
101 concerned By making the excision section 1 13 of said mall material 100 crooked to a rear-face 
side by migration of the slide mold section 1 13 of a cover half 1 10 Although it is made easy to raise 
the deformans of the mall material 100 and to follow the mold face 1 12 of the terminal die section 
111 of a cover half 1 10, when y (refer to drawing 18 ) is size whenever [ tilt-angle / of the undercut 
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configuration of the molding product for which it asks ], When y is 10 degrees or more whenever 
[ said tilt-angle ] in the case where the thickness of the mall material 100 is specifically 5mm or 
more, it is easy to produce that the terminal section 101 of the mall material 100 cannot follow 
completely terminal shaping section 1 1 1 mold face 1 12 of a cover half 1 10 easily at the time of 
shaping, moreover, when the mall material 100 is heated from the rear-face side Since temperature 
is lower than the flesh-side surface part 102, as shown in drawing 18 , the terminal section 101 
surface section 105 of the mall material 100 which is said terminal die section 11 1 side The mall 
material 100 does not follow terminal die section 1 1 1 mold face 1 12 completely. Produce the under- 
fill section 106 or Although it could not be said as the under-fill section, the mold face 1 12 of the 
terminal die section 1 1 1 was not completely copied for the mall material 100, but there was a 
problem that the appearance nature of the molding product after processing was spoiled. 
[0006] In order to avoid these problems, as shown in drawing 1 9 In the mold face section 136,156 of 
an ejector half 135,155, a cover half 130, The press projection 137,157 which carried out the 
predetermined include-angle x (whenever [ tilt-angle / of the undercut configuration of said molding 
product ] — y and abbreviation — similarly set up) inclination towards the mold face section 
132,152 of the undercut configuration of the terminal die section 131,151 of 150 is formed. By 
forcing this press projection 137,157 with the mold face section 136,156 of an ejector half at right 
angles to the terminal section 121,141 flesh-side surface part 122,142 of the mall material 120,140 
at the time of a closed mold The method of making the terminal section 121,141 of this mall material 
120,140 follow said terminal die section 131,151 mold-face section 132,152 is proposed. In addition, 
the press projection 137 in the (A) Fig. of drawing 19 is formed in the mold face section 136 of an 
ejector half 135 in one. It is extracted perpendicularly from the terminal section 121 flesh-side 
surface part 122 of the mall material 120 at the time of the mold aperture of an ejector half 135, 
and, on the other hand, the press projection 157 in the (B) Fig. of drawing 1 9 It is prepared in the 
mold face section 156 of an ejector half 155 possible [ desorption ], and is laid under the flesh-side 
surface part 142 of the terminal section 141 of said mall material 140 after press forming. 
[0007] However, by the above-mentioned approach, in order for the inclined press projection 
137,157 to descend perpendicularly to the rear face of the mall material 120,140 with the mold face 
section 136,156 of an ejector half and to press perpendicularly the flesh-side surface part 122,142 
of this terminal section 121,141, the thrust by the press projection 137,157 will mainly be used for 
making thin thickness of the terminal section 121,141 in contact with the press projection 137,157. 
Consequently, the thrust by said press projection 137,157 does not reach up to near [ crookedness 
base 124,144 ] the surface section 123,143 side in the terminal section of the mall material 120,140, 
but there is a problem that the effectiveness of making this terminal section surface section 
123,143 following the mold face section 132,152 of said undercut configuration is not fully acquired. 
[0008] Moreover, since the press projection 137 of the (A) Fig. of drawing 19 inclines towards the 
mold face section 132 of an undercut configuration and is prepared in the ejector half 135 in one, it 
has problems, like by some x, the mold aperture of an ejector half 135 becomes impossible whenever 
[ said tilt-angle ]. furthermore, the force F in which the press projection 157 of the (B) Fig. of 
drawing 19 tends to rotate the attachment section (supporter) 158 to an ejector half 155 as the 
supporting point at the mold closure time etc. — acting — dedropping from an ejector half 155 — 
easy — there is a problem which produces poor processing of the terminal section in that case. The 
probability of especially the force F of acting on said press projection 157 when x is size whenever 
[ said tilt-angle ] that become size and this press projection 157 drops out of an ejector half 155 is 
very high. 
[0009] 

[Problem(s) to be Solved by the Invention] Then, after this invention was made in view of the 
aforementioned point, excises partially the terminal section rear-face section of a mall material, 
carries out heating softening of the terminal section concerned and introduces it into the terminal 
die circles of a cover half, it moves and carries out [ mold closure ] of the ejector half. Face that 
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make the excision section of this mall material crooked to the rear-face side of a mall material in 
the mold face section of a cover half and an ejector half, and it carries out press forming to a 
necessary configuration, and even if whenever [ tilt-angle / of the undercut configuration of the 
terminal section for which it asks ] is size Simply and certainly, the terminal section surface section 
of a mall material can be made to be able to follow the mold face section of an undercut 
configuration, this mold face can be copied completely, and the terminal processing approach and 
equipment which can obtain good molding of appearance nature are proposed, without producing the 
under-fill section etc. 
[0010] 

[Means for Solving the Problem] After invention of claim 1 excises partially the terminal section 
rear-face section of a mall material which has a predetermined cross-section configuration, carries 
out heating softening of the terminal section concerned and introduces it into the terminal die 
circles of a cover half, it moves and carries out [ mold closure ] of the ejector half. It faces that 
make the excision section of this mall material crooked to the rear-face side of a mall material in 
the mold face section of a cover half and an ejector half, and it carries out press forming to a 
necessary configuration. While making it crooked to a rear-face side at the mold closure time of said 
ejector half so that said a part of cover half may move in the direction of the inside from the 
outside of the terminal die section and it may serve as an undercut configuration in the excision 
section of said mall material Advance aslant the press projection prepared in said ejector half 
towards the part which serves as a crookedness base by the side of a mall material front face from 
near the base of the excision section of said mall material, and the mall material concerned is 
pressed. Then, the terminal processing approach of molding characterized by extracting a press 
projection from the terminal section of a mall material at the time of the mold aperture of said 
ejector half is started. 

[001 1] Moreover, invention of claim 2 has the predetermined terminal die section into which the 
terminal section of the mall material by which the rear face was excised partially and heating 
softening was carried out is introduced. And the cover half the part is made the slide mold section 
and make it have the mold face section of an undercut configuration constituted from said terminal 
die section, The ejector half which carries out press forming of the terminal section of said mall 
material introduced into the terminal die section of said cover half is included. The slide mold 
section of said cover half is constituted so that the slide mold section concerned may move in the 
direction of the inside from the outside of the terminal die section at the mold closure time of said 
ejector half by the inclination pin which intervened between this slide mold section and said ejector 
half. In the mold face of said ejector half, the press projection which presses near the base of the 
excision section of the terminal section inclines towards the mold face section of said undercut 
configuration at the time of the closed mold. And the terminal processing equipment of molding 
characterized by being prepared so that it may move forward aslant towards the mold face section 
of an undercut configuration at the time of a closed mold is started. 
[0012] 

[Embodiment of the Invention] According to an attached drawing, one example of this invention is 
explained to a detail below. The perspective view which looked at the terminal section of the mall 
material used for one example of the processing approach which drawing 1 requires for this 
invention from the rear-face side, The sectional view showing the condition that drawing 2 is heating 
the terminal section of the mall material in this example, The sectional view showing the condition 
that drawing 3 introduced said terminal section in this example into the terminal die circles of a 
cover half, The sectional view showing the first stage at the mold closure time of an ejector half 
[ in / in drawing 4 / this example ], the sectional view showing the time of mold closure completion 
of an ejector half [ in / in drawin g 5 / this example ], The sectional view which drawin g 6 expands 
the important section of drawin g 5 R> 5, and is shown, the sectional view showing the time of the 
mold aperture of an ejector half [ in / in drawing 7 / this example ], The sectional view showing the 
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time of the trimming cut of the flash section which produced drawing 8 at the time of press forming 
in this example, The perspective view showing the press projection to which drawing 9 is prepared in 
the ejector half of this example, the perspective view which looked at the terminal section of 
molding from which drawing 10 is obtained according to this example from the front-face side, The 
perspective view as which drawing 1 1 regarded the terminal section of this molding from the rear- 
face side, the perspective view showing the press projection in the example of others [ drawing 12 ], 
The perspective view and drawing 14 which looked at the terminal section of molding from which 
drawing 13 is obtained according to the example of drawing 12 from the rear-face side are the 
sectional view showing the time of mold closure completion of the ejector half in the example of 
further others. 

[0013] First, an example of the processing equipment used for the terminal processing approach of 
molding this invention is explained. The closed mold and the press of the processing equipment 20 
shown in drawing 3 thru/or drawing 7 are enabled by the press equipment which is for processing an 
undercut configuration and does not illustrate the terminal section 1 1 of the mall material 10 which 
the flesh-side surface part was partially removed and carried out heating softening including a cover 
half 21 and an ejector half 31. 

[0014] A cover half 21 is equipped with the body type section 22 and the slide mold section 24. The 
terminal die section 27 is constituted by said body type section 22 and the slide mold section 24, 
and the mold face section 28 of an undercut configuration is constituted from this terminal die 
section 27 by the mold face section 23 of the body type section 22, and the mold face section 25 of 
the slide mold section 24. At the necessary include angle w (refer to drawing 3 ), it inclines and the 
mold face section 25 of said slide mold section 24 is formed so that it may become the undercut 
configuration of the molding product for which the mold face section 28 of said terminal die section 

27 asks. And said slide mold section 24 is constituted by the inclination pin 45 which intervened 
between this slide mold section 24 and an ejector half 31 so that predetermined distance a (refer to 
drawing 5 ) migration of may be done in the direction I of the inside (refer to drawing 4 ) from the 
outside of said terminal die section 27 at the mold closure time of said ejector half 31. It is fixed to 
an ejector half 31, and when that apical surface 46 contacts the lateral surface 26 of the slide mold 
section 24 with descent of the ejector half 31 at the mold closure time, he is trying for said 
inclination pin 45 to move the slide mold section 24 in said direction of arrow-head I in this example. 
Moreover, according to the elastic force of the spring S1 made to intervene between said slide mold 
section 24 and the body type section 22, at the time of the rise of the ejector half 31 in the case of 
a mold aperture, the slide mold section 24 moves in the direction O of an outside from the inside of 
the terminal die section 27, and returns to the original location (refer to drawing 7 ). In addition, in 
this example, w is set as 30 degrees whenever [ tilt-angle / of the mold face section 25 of said slide 
mold section 24 ], and the distance a (the amount of slides) which said slide mold section 24 moves 
is set as 3mm. 

[0015] An ejector half 31 has the mold face 32 for pressing the terminal section 1 1 of the mall 
material 10 introduced in the terminal die section 27 of said cover half 21 from the flesh-side 
surface part 12 side. In this mold face 32 The press projection 51 for pressing near [ a base ] 13a of 
the excision section 13 of said terminal section 1 1 flesh-side surface part 12 inclines towards the 
mold face section 28 of the undercut configuration of said terminal die section 27 at the mold 
closure time. And it is prepared so that it may move forward aslant towards the mold face section 

28 of said undercut configuration at the time of a closed mold. 

[0016] in order to make it said press projection 51 move forward aslant towards the mold face 
section 28 of an undercut configuration at the time of a closed mold — this example — said ejector 
half 31 — the 1st — as block 33 and the assembled die under it which separates to 40 the 2nd 
block — constituting — this — the 2nd block of the inferior surface of tongue of 40 serves as the 
mold face section 32 of an ejector half 31 . Said ejector half 31 until the mold face section 32 
contacts the rear face of the mall material 10 at the time of a closed mold After 40 has the 2nd 
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block of the clearance between the necessary distance g1 with 33, and it leaves the 1st block, as 
shown in drawing 3 and drawing 4 , and the mold face section 32 of said ejector half 31 contacts the 
v rear face of the mall material 10 As shown in drawing 5 and drawing 6 , 33 [ block / 1st / block / 
2nd ] descends and approaches to 40, and at the time of closed mold completion, as 33 contacted in 
40 [ block / 1st / block / 2nd ], it is constituted. Moreover, the supporter 52 of the press projection 

51 is arranged in the attachment crevice 34 formed in said the 1st block 33 top faces, it is open for 
free passage on the base of said attachment crevice 34 from opening 35 and this opening 35 by 
which penetration formation was carried out, and the press section 53 of the press projection 51 is 
arranged free in sliding at the sliding hole 41 by which penetration formation was carried out by the 
2nd block inclining in 40. A presser-foot member for the sign 36 of illustration to hold the supporter 

52 of said press projection 51 possible [ sliding ] in the attachment crevice 34, The guide member 
prepared in 33 the 1st block in order that 40 might slide on 37 [ block / 1st / block / 2nd ] 
correctly to 33, The spring with which 38 [ block / 1st ] was prepared between 33 and 2nd block 40 
at the time of the open type of an ejector half 31 in order [ said ] to separate the 1st block [ 2nd ] 
block from 40 again in 33, The guide hole with which 39 had said spring 38 formed in 33 and the bolt 
for attaching the 2nd block in 40, and 42 [ block / 1st / block / 2nd ] was formed in 40 for said 
guide member 37 is expressed. 

[0017] Moreover, in this example, the supporter 52 of said press projection 51 is formed in the 
shape of a plate, from inferior-surface-of-tongue 52a of said supporter 52, the necessary include- 
angle v inclination of another side and the press section 53 is carried out, and they are formed so 
that I may be understood more easily than drawing 9 . In addition, in order to make a mall material 
more certainly follow the mold face section 28 of said terminal die section 27, it is [ whenever / tilt- 
angle / of said press section 53 ] desirable [ v ] for the same include angle as w to cost whenever 
[ tilt-angle / of the mold face section 25 of said slide mold section 24 ]. Furthermore, the point 54 
(part which projects from the mold face section 32 of an ejector half 31 at the time of closed mold 
completion) of said press section 53 is formed in the shape of a cross-section rectangle. Depth b 
which projects from the depth 32 of this point 54, i.e., the ejector-half 31 mold-face section In 
consideration of [ that a crevice is not generated on the front face of the molding product after 
processing, or this front face discolors and appearance nature is not spoiled ] a configuration, 
magnitude, etc. of the mall material 10, a ******** setup of the thickness c of this point 54 is 
carried out in consideration of endurance etc. 

[0018] In addition, the 1st block, the distance g1 of the clearance between 33 and 2nd block 40 is 
the same as depth b of press section 53 point 54 of said press projection 51, or is set 
[ aforementioned ] as size a little from it. The distance g1 of this clearance is embraced. The sliding 
distance of the supporter 52 of said press projection [ in / the 1st block / the attachment crevice 
34 of 33 ] 51, and said sliding distance [ in / the 1st block / the opening 35 of 33 ] of the press 
section 53 of the press projection 51, That is, the relative movement possible distance [ as opposed 
to 33 the 1st block ] g2 of the supporter 52 of the press projection 51 mentioned later is set up 
suitably. In addition, w is set for this example made into 30 degrees whenever [ tilt-angle / of the 
undercut configuration of the terminal section which asks for thickness d of the mall material 10 
5.4mm ]. Depth b of the point 54 of said press projection 51 3.4mm, The 3.0mm and aforementioned 
1st block of the relative movement possible distance [ as opposed to 33 the 1st block ] g2 of the 
supporter 52 of 4.0mm and said press projection 51 is set [ thickness c of this point 54 ] as 3.0mm 
for the distance g1 of the clearance between 33 and 2nd block 40. 

[0019] As by considering as such a configuration shows to drawing 4 and drawing 5 If the ejector- 
half 31 whole is further dropped after dropping the ejector-half 31 whole at the mold closure time of 
an ejector half 31 and making the mold face 32 of this ejector half 31 contact the rear face of the 
mall material 10 33 [ aforementioned block / 1st / block / 2nd ] carries out downward approach 
relatively to 40. While the supporter 52 of said press projection 51 moves forward the inside of the 
1st block attachment crevice 34 of 33 along the direction O of an outside in connection with it from 
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the inside of said terminal die section 27 The press section 53 of said press projection 51 slides 
along with the sliding hole 41 of 40 on the 2nd block, and projects aslant towards the mold face 
section 28 of the undercut configuration of said terminal die section 27 from the mold face 32 of an 
ejector half 31. On the other hand, if the ejector-half 31 whole is raised at the time of the mold 
aperture of an ejector half 31 as shown in drawing 7 As for this ejector half 31, 40 separates the 1st 
block [ 2nd ] block from the inferior surface of tongue of 33 again according to the elastic force of 
said spring 38. While the 1st block of the supporter 52 of said press projection 51 retreats relatively 
the inside of the 1st block attachment crevice 34 of 33 from the outside of said terminal die section 
27 in the direction I of the inside to 33 and returning to the location of a mold closure front in 
connection with it The press section 53 of said press projection 51 retreats, and it withdraws in the 
2nd block sliding hole 41 of 40. 

[0020] Next, one example of the terminal processing approach of molding of this invention performed 
using said processing equipment 20 is explained. First, as shown in drawing 1 , the mall material 10 
which consists of an extrusion-molding article which has a predetermined cross-section 
configuration and predetermined die length is prepared, the flesh-side surface part 12 side of the 
terminal section 1 1 of this mall material 10 is ****(ed) on a specified quantity partial target, and the 
excision section 13 is formed in a groove. Formation of this excision section 13 is made in order to 
make it easy to crook the terminal section 1 1 of the mall material 10 to a rear-face side at the time 
of press forming, and in order to make the appearance of said terminal section 1 1 good. A sign 14 
shows the surface section (design surface part) of the terminal section 11 of the mall material 10. In 
addition, a configuration, magnitude, etc. of this excision section 13 are suitably set up according to 
the shape of terminal section surface type of the molding product after processing. 
[0021] Subsequently, as are shown in drawing 2 , and heating softening is carried out with the 
heating means H, such as a heater, from this flesh-side surface part 12 side, and the mall material 
terminal section 1 1 by which the excision section 13 was formed in said flesh-side surface part 12 
is introduced in the terminal die section 27 of the cover half 21 of processing equipment 20 as said 
flesh-side surface part 12 serves as facing up and is shown in drawing 3 thru/or drawing 7 , an 
ejector half 31 is dropped and mold closure meal press forming is carried out. In addition, it carries 
out forming said heating means H in a cover half 21 or an ejector half 31 etc., and the terminal 
section 11 of the mall material 10 was introduced in the terminal die section 27 of a cover half 21, 
and it may be made to carry out afterbaking softening. 

[0022] At the time of press forming of the mall material 10 terminal section [ of said ejector half 
31 / mold closure ] 1 1, first, as shown in drawin g 4 The slide mold section 24 of said cover half 21 
moves in the direction I of the inside from the outside of said terminal die section 27, and while 
making the excision section 13 of said terminal section 1 1 flesh-side surface part 12 crooked to a 
rear-face side so that it may become an undercut configuration The mold face 32 of said ejector 
half 31 contacts the flesh-side surface part 12 of the mall material 10 terminal section 11. 
[0023] And with eye the mold closure and press of the further ejector half 31, like drawing 5 , the 
slide mold section 24 of said cover half 21 moves in said direction I further, moves forward aslant 
towards the part 15 to which the press projection 51 prepared in said ejector half 31 serves as a 
crookedness base by the side of the mall material surface section 14 from near [ a base ] 13a of the 
excision section 13 of said mall material 10, and presses the mall material 10 concerned from a 
rear-face side. By press of said press projection 51, so that I may be easily understood from 
drawing 6 in the terminal section 1 1 of said mall material 10 Since a pressure P is applied in the 
direction which goes to the part 15 which serves as a crookedness base of the surface section 14 
from near [ a base ] 13a of said excision section 13, The terminal section 11 surface section 14 of 
this mall material 10 can be made to follow that there is no clearance in the mold face 28 of the 
undercut configuration of the terminal die section 27 of a cover half 21. The terminal section of 
molding excellent in appearance nature is formed without copying the mold face 28 of said undercut 
configuration for the mall material 10 good, and producing the under-fill section etc. Moreover, since 
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the terminal section 11 of the mall material 10 is pressed from a rear-face side by this press 
projection 51, it can prevent that this mall material 10 shifts in the migration direction of arrow-head 
I, i.e., said direction, of the slide mold section 24, and the terminal section 1 1 can be made certainly 
crooked at the time of crookedness of the terminal section of the mall material 10 by migration of 
said slide mold section 24. In addition, a sign 16 is the flash section of the surplus part of a mall 
material which remained on the occasion of press forming. 

[0024] Then, as shown in drawing 7 , an ejector half 31 is raised and a mold aperture is carried out. 
While said press projection 51 is extracted from the terminal section 1 1 flesh-side surface part 12 
of the mall material 10 in that case, the slide mold section 24 of said cover half 21 moves in the 
direction O of an outside from the inside of the terminal die section 27. Then, as shown in drawing 
8 , the mall material 10 by which press forming was carried out is unmolded from processing 
equipment 20. And molding product 10A by which terminal section 1 1 A as shown in drawing 10 and 
drawing 1 1 was processed into the desired undercut configuration is obtained by carrying out the 
trimming cut of the flash section 16 produced in the terminal section 1 1 of said mall material 10. In 
addition, in sign 12A of illustration, the flesh-side surface part of said terminal section 11A and 14A 
express the surface section of said terminal section 1 1A, and the slot where 17A was formed in said 
terminal section 1 1 A flesh-side surface part 12A of press of the press projection 51 at the time of 
said press forming. 

[0025] In addition, what is different in the press projection 51 shown in drawing 9 may be used for 
the press projection prepared in said ejector half. For example, the press projection 61 to which the 
point 63 of the press section 62 as shown in the (A) Fig. of drawing 12 was formed in the 
configuration for a cross-section half moon, or the press projection 65 in which the point 67 of the 
press section 66 of this drawing as shown in the (B) Fig. was formed in the shape of [ of a comb ] 
tooth form may be used. The signs 64 and 68 of drawin g 12 express the supporter of the press 
projections 61 and 65. Moreover, the molding products 10B and 10C obtained when press forming is 
performed using said press projections 61 and 65 are shown in drawing 13 . In addition, molding 
product 10B shown in the (A) Fig. of drawing 13 is obtained by carrying out press forming using said 
press projection 61, and molding product 10C shown in the (B) Fig. of drawing 13 is obtained by 
carrying out press forming using said press projection 65. When the configuration of slot 1 7B formed 
in terminal section 1 1B flesh-side surface part 12of product 10B B turns into a configuration for a 
cross-section half moon when press forming is carried out using said press projection 61 and press 
forming is carried out using said press projection 65 so that clearly from drawing, the configuration 
of slot 17C formed in terminal section 1 1C flesh-side surface part 12C of product 10C turns into 
the shape of tooth form of a cross-section comb. If slot 1 7C of the shape of tooth form of a cross- 
section comb is especially formed as shown in the (B) Fig. of drawing 13 , a rib, a clip, etc. for 
attaching a molding product in a car body can be attached in this slot 17C, and it is convenient for 
it. 

[0026] Furthermore, in order to press a mall material at the mold closure time of an ejector half, the 
configuration in which the press projection prepared in an ejector half moves forward aslant towards 
the mold face section of the undercut configuration of said terminal die section is not limited to the 
ejector half 31 of the above-mentioned example, and the configuration of the press projection 51. 
For example, the press projection 75 prepared in an ejector half 71 is used as a cylindrical object or 
a tabular object, and this press projection 75 is turned to the mold face section 28 of the undercut 
configuration of the terminal die section 27 of a cover half 21 by cylinder equipment 76 grade, and 
you may make it move forward and retreat aslant from the mold face 72 of an ejector half 71, as 
shown in drawing 1414 . In this configuration, it is not necessary to make said ejector half 71 into a 
division type. In addition, the same sign is attached about the same component as the above- 
mentioned example. 
[0027] 

[Effect of the Invention] As it illustrates above and being explained, according to the terminal 
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processing approach of molding this invention While making it crooked to a rear-face side at the 
mold closure time of an ejector half so that said a part of cover half may move in the direction of 
the inside from the outside of the terminal die section and it may serve as an undercut configuration 
in the excision section of said mall material Since the press projection prepared in said ejector half 
is aslant advanced towards the part which serves as a crookedness base by the side of a mall 
material front face from near the base of the excision section of said mall material and the mall 
material concerned is pressed and fabricated Even if whenever [ tilt-angle / of the undercut 
configuration of the terminal section front face for which it asks ] is size, the surface section of a 
mall material can be made to be able to follow the mold face section of an undercut configuration, 
this mold face can be copied completely, and the good molding terminal section of appearance 
nature without the under-fill section etc. is obtained. 

[0028] Moreover, according to the terminal processing equipment of molding of this invention, said 
processing approach can be enforced simply and certainly. Furthermore, as the term of the 
conventional technique explained, the mold aperture of an ejector half can become impossible, or 
the problem of a press projection dropping out at the mold closure time etc. can be solved. 



[Translation done.] 
* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the perspective view which looked at the terminal section of the mall material used 
for one example of the processing approach concerning this invention from the rear-face side. 
[Drawing 2] It is the sectional view showing the condition of heating the terminal section of the mall 
material in this example. 

[Drawing 3] It is the sectional view showing the condition of having introduced said terminal section 
in this example into the terminal die circles of a cover half. 

[ Drawing 4] It is the sectional view showing the first stage at the mold closure time of the ejector 
half in this example. 

[Drawing 5] It is the sectional view showing the time of mold closure completion of the ejector half 
in this example. 

[Drawing 6] It is the sectional view expanding and showing the important section of drawing 5 . 
[Drawing 7] It is the sectional view showing the time of the mold aperture of the ejector half in this 
example. 

[Drawing 8] It is the sectional view showing the time of the trimming cut of the flash section 
produced at the time of press forming in this example. 

[Drawin g 9] It is the perspective view showing the press projection prepared in the ejector half of 
this example. 

[Drawing 10] It is the perspective view which looked at the terminal section of molding obtained 
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according to this example from the front-face side. 

[Drawing 1 1] It is the perspective view which looked at the terminal section of this molding from the 
rear-face side. 

[Drawing 12] It is the perspective view showing the press projection in other examples. 
[Drawing 13] It is the perspective view which looked at the terminal section of molding obtained 
according to the example of drawing 12 from the rear-face side. 

[Drawing 14] It is the sectional view showing the time of mold closure completion of the ejector half 
in the example of further others. 

[ Drawing 15 ] It is the side elevation of the automobile by which it was equipped with molding. 
[Drawing 16] It is the fragmentary sectional view which expanded the part of the sign Z of drawing 
15 . 

[Drawing 17] It is the sectional view showing the forming process of the terminal section in the 
conventional press forming in order. 

[Drawing 18] It is the sectional view showing the shaping condition in the conventional press 
forming. 

[Drawing 19] It is the sectional view showing the shaping condition in other press forming. 
[Description of Notations] 

10 Mall Material 

1 1 Terminal Section 

1 2 Terminal Section Rear-Face Section 

13 Excision Section 

13a The base of the excision section 

14 Mall Material Front Face 

15 Crookedness Base 

20 Processing Equipment 

21 Cover Half 

24 Slide Mold Section 

27 Terminal Die Section 

28 Mold Face Section of Undercut Configuration of Terminal Die Section 
3171 Ejector half 

32 72 Mold face of an ejector half 

45 Inclination Pin 

51, 61, 65, 75 Press projection 



[Translation done.] 
* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DRAWINGS 



[Drawing 1] 
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14 

[Drawing 4] 
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[Drawing 7] 




[Drawing 1 1] 
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(B> 




[Drawin g 1 3] 
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[Drawing 16] 
11 




[Drawing 18] 




(C) 

103 ys 
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[Drawing 19] 

CA) 




[Translation done.] 
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